r 


Aircraft OEM: Eurocopter 


Aero Design Ltd. 


Work Order Control Sheet 


Work Order#: 2017-24 Date Opened: 02 Feb 2017 Title: Fabrication 


Aircraft Mode!: AS350/355 
Product Type: Cargo Basket Bodv + Lid 
Product Mode!: Long 
Quantity: 5/5 


Work Order Contents 


Bulld Sheet Contents 


Drawlng List 


Initial or N/A 
Component Completion 
As Instructed 
Work Order/Build Sheets (Procédures Provided) 
DB 
Quantity Complété on This Work Order 
3/3 
Additlonal Work Sheets (Standard Practice) 
N/A 
Quantity Incomplète on This Work Order 
a/IA- 
Drawings (See List Below) 
DB 
Further Processing Required Before Release 
aiIA 
Parts Distribution Sheet 
DB 
Release to Stock as Components 
Ail A 
Sub Component Tags 


Completed Certification (Original) 
Certification 
Initial or N/A 
Time Sheet (R&D) 
N/A 
Form One Completed 
aJIA- 
Notes 
N/A 
Serviceable (Green) Tag Completed 
:TC 
In Process (Yellow) Tag Completed 
:rc 


Unserviceable (Red) Tag Completed 
a/IA- 


Tasks Initialled 
Parts Tracking Tags (White) Completed 
AilPf 
Dual Inspections Initiailed 
â^' 
Parts Placed in Stores for Distribution 
ajW 
Additionai Documentation 
Initial or N/A 
Drawing # 
Rev# 
Description 
initial or N/A 
Documentation of a minor change 
N/A 


78411 
3 
Body Assembly 
DB 
Non-Conformance Report Required 
N/A 


78412 
2 
Lid Assembly 
DB 
Service Difficulty Report Required 
N/A 


70405 
4 
Lid Walkway Mod 
DB 


84262 
2 
Basket Handie Prov. 
DB 
Biiiing 


84263 
0 
Lid Handie Provisions 
DB 
Local (Aero Design) 
JC 
Research and Development 
N/A 


Third Party 
N/A 


Traveller 


Work performed by: 
Print: D. Bartfai 
ICC / Dual Inspection preformed by: 
Print:S. Clarko J. 
Work Order closed by: 
Print: J", 
Approved Manufacturing Facility 73-04 
Form 20 


SCA: AD07 
scA: Aeeg /Hso ) 
SCA: /too-)- 


Date: 30-Mar-17 I 


Date: 30-Mar-17 


Date: 3 
< 
/7 


Rev. Original 23 Sep 2014 


a-3 


r 


Aero Design Ltd. 
A 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 
^ 
Nomenclature: /n -5 3S^O 
of pièces: 
Manufacturer: ^ 
14-!' 


Part No.: '7'%'H'! / ~ O! 
Serial/Batch No.: 
K/A 
f/i 
en 
TTSN: 
A//4 
TSO: ^/A 
Rem.: A/A 
<U 
U 
WorkOrderNo.: Z-OJ'y-2-^ - 0?> 
Remaining Tasks to be Performed: 
'Pnr ^ovt^Jey 
wcle y 
O 


Signature:_ 
Date: 
/-4€? / 
Lie. No. / 
A P- OS' 


Form# 20.E.03 
Rev. 1 24 April 2014 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mall: lnfo@aerodeslgn.ca 
^ 


AMF 73-04 


Remarks 


U) 
(/) 


u 
O 


Tf;Syôt;nrp % 


A 


r 


Aero Design Ltd. 
f 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 
Nomenclaturer/^S.^S^ 
of places: 
/ 


Manufacturer: 
ro 
3^ 
Part No.: 
—O! 
Serial/Batch No.: 
A 


Work Order No.: 


Remaining Tasks to be Performed: 
>- 
/ 
v«j€r- 


Signature:. 
Date: 
Z. 
h 
Lie. No. / SCA A D~0 


Form# 20.E.03 
Rev. 1 24 April 2014 


to 
to 
TTSN: 
TSO: S/ A 
Rem.: 
S/A 
<U 
U 
O 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 


U) 
U) 
Q) 
u 
O 


- 
Ren^ks^ 


û. 
c 


r 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature:/45 
Bnskif' ht>Jy 
No. of pièces: 
[ 
Manufacturer: 
Dé A, Air, I'tJ- 


Part No.: 75?-^/ / — O! 
Serial/Batch No.: 
/V<4 
(/) 
(/) 
TTSN: K/A 
TSO: VA 
Rem.: UA 
<U 
Work Order No.: "Z-C / ^ 
^ 
J 
U 
O 
Remaining Tasks to be Performed: /V<r^ 
^ 
p 
<li 


Signature: 
Date : Fj' k 
2. <? f~? / 
2:^/2.<? f-? 
Lic.No./scA Aù-qS- 


Form# 20.E.03 
Rev. 1 24 April 2014 


Aero Design Ltd. 
\ 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
\ 


Phone; 604-483-2376 Fax: 604-483-23^ E-mail: info@aerodesign.ca 


AMF 73-04 s 


V- 


(/) 
Remarks 
(/) 
QJ 
u 
O 


/5) 


- V 
Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature: 
No. of pièces: 
^ 
Manufacturer: 
L~fJ. 
Part No.: 
^ 
— O/ ' 
Serial/Batch No.: 
/(//4 
U) 
10 
TTSN: 
K/A 
TSO: 
fj" A 
Rem.: 
A 
0» 
U 
WorkOrderNo.: 
2' . OI'7— 2' ~^-0 


Re 
f 


Remaining Tasks to be Performed: 
r ^ 


r- r>fr>f. 
O 


Signature:_ 
Date: 
/S~/>^/7^ 
Lic.No./SCA Ah~0<r 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


(/) 
(/) 


u 
o 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 063 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
. 
Nomenclature:/i^3^^ 
Z-kt/ 
No. of pièces: 


Manufacturer: 


Signature:_ 
Date: 
^ 
^ ' 
7 
Lic.No./SCA AD-nS^ 


Form# 20.E.03 
Rev. 1 24 April 2014 


(/) 
Part No.: 
*• D / 
Serial/Batch No.: 
K/A 
TTSN: k/A 
TSO: 
h/A 
Rem.: K/A 
<U 
Work Order No.: Jg / 7-2. 
Cy 
0 
RemainingTasksto be Performed: 
e o^"/^ 
^ 
CL 
C- 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


i/l 
CO 
Q) 
U 
O 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature: 4//^ 
fa Loojp as^y- No. of pièces: 
e: rhTfé^M 
/ hoop 
No. of pieces:_ 
Manufacturer: Ar* r-o 
Part No.: 
'2-~i -<P ^ 
Sériai No.: â/A 
TTSN: /\/A 
TSO: /\^A 
Rem.: 


q; 


(U 
Work Order No.: 2,^/6—'^"7 
Q) 
U 
RemainingTasksto be Performed: 


Q) 


Signature: 


Date:.X:r.^ 3f 
/' z.<pfy 
^ 
Lie. No./SCA 


Form# 20.E.02 
/ 
Rev. 1 24 April 2014 


a; 


ro 
o 
u 


Q) 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax; 604-483-2372 E-mail; info@aerodesign.ca 


AMF 73-04 


Remarks 


A 


r/5) 


Nomenc\ature:At1éj^i4^p4 
Manufacturer: 
D'fSinjy) 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, VRA 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
f' hocf 
No. of pièces: ^ 


Part No.: "7^^2.3> 07 
Sériai No.: 
TTSN: K/A 
TSO: i^A 
Rem.: H/A 


Signature:, 
Date: Sq 3/ I 
Lie. No./SCA 


Form#20.E.02 
Rev. 1 24 April 2014 


0^ 


(D 
Work Order No.: 
^ 
(U 
Remaining Tasks to be Performed: 
fn pirt c^/r 
^ 
Q) 
to 


Aero 


9888 A Malaspina Rd. Powell River, BC, V8A 063 


Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 


^ 
Remarks 
^ 
fU 
Q) 
u 


Qi 


r 


Aero Design Ltd. 
yT \y 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mall: lnfo@aerodeslgn.ca 


AMF 73-04 
Nomenclature:74"/7^^n^^^/~^ 
No. of places: 
/ 
Manufacturer: 
fXrjfOs^ 
Part No.: 
^ 
Sériai No.: 
nSNii^ 
TSO: Â/Àj 
M 
Rem.:_/t^ 


Work Order No.: 
RemainingTasks to be Performed:_ 
lA^ ^ 
I 
1<J 
4-fe2. 
loc^ CitA 


Signature: 
Date: Cjî?cA 3/ 


Form# 20.E.02 


Lie. No./SCA AD-^^ 


Rev. 1 24 April 2014 
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CD 
q; 
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Q) 
co 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mall: lnfo@aerodeslgn.ca 


AMF 73-04 


^ 
Remarks 
-Q 
rc 
o; 
u 


Q) 
t/i 


r 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclaturey^]//<?<'^^i/»-rr^t/^ 
No. of pièces: 
f_ 


Part No.: ~7ù H'2. 3 
-Qr 
Sériai No.: 


Manufacturer: 


TTSN: k/A 
TSO: /!//? 
Rem.: 
k/A 


RemainingTasks tp be Performed: 
Work Order No.: 


Form# 20.E.02 
Rev. 1 24 April 2014 


(Q 
"2-0/ 
^ 
V 


Signature:_ 
Date: J> ^ ^ 2f J-:> <n(7 
Lie. No. / SCA A J)-<03~" 


Q) 


m 
q; 


0) 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, \/8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: infoifflaerodesign.ca 
AMF 73-04 


Remarks 


'Z-Cf'7 - 2.^ 
né thme eanma mchmaVii •« wu aMNiè UMH/h n «n (tel ifc iws tàAaii. étt m 
rana» nsxer. may moi n kpkxixul 
coca « 
aPuCAïD m «r> wncx. kr ibo 
haiuaciotk non «c mtioi coeon v <00 Km m. •> agopvc iw stAwe 
nr arowMT Mtm w kio mm kssi im HMMis noi K 
WL ot «us. v ms cmwc m k 
«umakh coniakd nom. 


RFV 
DESCRIPTION OF CHANGE 
INITIALS 
DATC 


INIDAL ISSUE 
tHANCCb HANDLE 6RACKETS. REMOVE ALTERNATE UO 
8JC 
28 JAN 10 
? 
DTLE BLOCK UPOATEO-. B4262 CMANGED TO 84Z6& «ELOMC ROO OPOAreO; 
BX 
10/07/2014 
1 OF WFl 
M«M ëRACE TUBES MCREASED; REFERENCE DIMENSKWS ADOCO 
1/4' HCLCS FOR BIMPERS AOOED: MEW D AOOED 


DfBU 1/2* 
TVfMXJGH ONC SOC CNLY 
HCLO SPAŒR m PLACE 
ORU #9 (0.196*) 
APTCA «aOING 
BOTH OiDS 


taoo ncF 
laoo «F 


DETAIL C 


VIEW D 


SCALE 1 : 
VIEW D 


04) 
SEE OETAL C 
DETAIL A 
DETAIL A 


@ 
BASKET LID ASSEMBLY 


DETAIL B 
DETAIL B 


omx r. (a2s) botton soc only 
PLACES 
APPROX. CQUAl SPACNC 
ENSURC OfARANCC FROW UCSH 


rtPiûM. 
nRST 5 PLACES 
ENCRY SCCOO 
CR AS PRACnCAL 


NOTES: 


1. f?EUOVC 'AU. BURRS ANO BREAK SHARP EOCCS. 


2. WEiaNC or 4130 STEEL TO BE COMPLETEO BY GTAW «ETHOO TO AWS 2685a 


4130 ANO 101B STEEU «CLOINC ROO SHALL CONFORM TO ER70S-2 OR EOAVAlXNT. 
STAINLESS ANO 4130 STEEL- *CLD«C ROO SHAU. CONTORM TO ERSOBL CR EOUTVALEHT. 
^^WSTALL ITEM 5 (UD HANOLE PR0\4SCNS ASSEMBLY) IN ACCORD ANGE «ATM AERO DCSGN LTD. 
ORAWNG S4263. 
^ORKJ. #30 (0.129) MOLES IN LONG TVJBE UEMBERS AT BRACE LOCATIONS TO VENT «ELO GASSES 
•MEN ASSEMBLY IS COUPlETE. FILL Aa EXPOSED VENT MOLES «ITH ROSETTE «€L0 


S. RNiSH: THOROUGHLY CLEAN ANO PO«OCR COAT UO ASSEMBLY. 
A» 


A/R 
3/4-ter 07 
MESH 
36204-10 08 PLACARD BRACKET 
B4263-01 
0.6 
JO HANDLE PROVISICNS ASSEh XY 


49216-01 04 SPACER 
A/R 
0.3 SOUARE TUBE 
4130 STEEL CONO N. Ml-T-6736 
.3/4 X a03S SOR TUBE 


0? 
76412-01 
m 
BASKET UO ASSEMBLY 


01 
PART NO. 
ITEM 
DE$CR>>TK)N 
MATERAL 
UATERIAL SPEC 
STOCK SIZE 


OTY 
UST Of MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 


V npic*.\ 
DETAIL A 
LOOKING AT TOP 


R. RATHVCU 


C. BURCOIN 


UNLESS OTHERVISE SPCCTKD 
DtUCNSKMS ARE M INCHES 
TOLERANCES ON; 
OEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


EUROCOPTER AS350 i AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET LID ASSEMBLY (LONG) 


SHEET 1 W 1 
Al 
78412 


L 


^ 
/4S3S^ L-O^^ L]Js 


CARGO BASKET LID FABRICATION - COMMON 


General 


These instructions apply to ail cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0- Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
78412, Revision 2 - Long Basket 
-v 
^ 
94012, Revision G - Extra Large (ski) Basket * 
—/7\ ^ 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 


80212, Revision 0-Short Basket 


80312, Revision 0 - Médium Basket 
81112, Revision 0 - Long Basket 


Bell 429 - 
right or left 


95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 


75112, Revision 0 - 
Standard Basket 
95512, Revision 0- Extra Large (ski) Basket 


MD600 


82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - Walkway 


70402, Revision 1- 
Lid Door 


Page 1 of 4 
jQ November 2013 


CARGO BASKET LID FABRICATION 


Work Order: 2. O/ "7 
2^ ^ 


Date Open: 
2.C7/-7 


■ Z 
3 
^ 


Complété 
(initial or SCA #) 


Rim Assembly - Basket Lid 
a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - refer to drawing 
b. Record material PO on attached material list. 
c. Remove writing on tubes with acetone and scotch bright. 
fsO 


7 
Weld Rim Assembly 
a. Record welding rod PO on attached material list. 
H) 


Inspection 


a. 
Rim for complété welds 


H) 


06 
'ÎK)4 
es 


H) 
NJ 


73-04 
73^4 
M 


K 
hO 


73- 


■ 
00 
■ 
05 
. Qu 
Frame assembly - Lid 


a. 
General 
i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


b. 


c. 


d. 


e. 


f. 


g- 


5. 


allow venting of weld gasses through existing holes (i.e. lid prop bushing) 
Insert rim from step 2 into jig. 
Cut and fit %" x 0.035 material, 21" long, for lid cross members. 
Record material PO on attached material list. 
Remove writing on tubes with acetone and scotch bright. 
Drill vent holes into rim to vent cross members into rim. 
Locate cross members in lid rim. Refer to drawing for spacineof cross members. Clamp cross 
members with C-clamps to jig. 
^ 
fsO 
^^4 73^ 
73-04 
^ 
06 
06 
Frame assembly - Lid with optional walkway modification 
a. Fit cross members to rim in accordance with step 4. 


b. 


c. 


d. 


e. 


6. 


Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 
Cut 34" X 0.035 material for walkway stringers to fit between lid cross members. Record 
material PO on attached material list. 
Drill vent holes into cross members at walkway stingers. 
Align walkway stringers on walkway jig using cleco clamps near both ends of each^sf ringer, and 


clamp stringer to jig using a C-clamp in the centre. 
K) 


Weld frame assembly. 
a. Record welding rod PO on attached material list. 
b. Jigs must remain in place for as long as practical during weld/j;^ 


Inspection 
^ 
a. Frame assembly for complété welds. 


7.^ 
73-04 
06 


Aô 


05 
73-04 
06 
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2- 
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CARGO BASKET LIDFABRiCATION 
^ tp 
Complété 


8. Meshassembly. 
"^«4 
^^alorSCAR) 


Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 
a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 
^ ^ 


Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 
e. Record welding rod PO on attached material list. 
.. 
^ 


-ûa. 
10. Weld lid components. 
gj 
05 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 
ii. Record placard bracket WO and welding rod PO c^ttached^terial list. ^ 


11. Cleanup 
a. Grind high spots off mesh welds. 
^2~ 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 


to prevent kinking rim tubes. 
d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
^ 
To be completed by a différent person than the previous steps.T^^^ 
7^-04 ' 
a. Basket lid assembly for complété welds, and required minimuM\iesh welâlocations.' 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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z 
3 ^ 


CARGO BASKET LID FABRICATION 


13. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices. 
b. Record powder coating PO. 
c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 


AO 
73-04 
'3-04 ^04 
02 
-02 ^ 


Complété 


(initial or SCA #) 


Page 4 of 4 
30 November 2013 


Work Oxàer.^ C? ! 


Date Ooened^^tfL 
^ 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
ROA/VO 


78412-01 
Lid Assembly 


Step 1 
Rim Assembly 


.2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel, y/ x 0.035 Sqr. Tube 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, yv x 0.035 Sqr. Tube 


Step 2 
Weld Rim Assembly 


. AIR 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


.4 
— 
3/4" Tube - Cross Member (21") 
4130 Steel, y/ x 0.035 Sqr. Tube 
IqhA 


Step 5 
70405 
Option: Frame Assembly - with walkway 


. 8 
— 
1/2" Tube - walkway 
4130 Steel, 14" x 0.035 Sqr. Tube 


Step 6 
Weld Frame Assembly 


.AIR 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 7 
Inspection - Frame Assembly 
None 


\ 


Step 8 
Mesh Assembly 


. 1 
— 
Mesh (lid - 92.5" x 22") 
3/4-16F Expanded Mild Steel sheet 
fi)0o9 


Step 9 
Weld Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 


Work Order: 
f'7~ 


Date ODene(^^<<' L " 
2. C>î "7 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


2of? 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 
ZLo/ù- iH-y 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
Welding Rod 
ER308L TIG Rod 
}cfo'2. r 


. 2 
49216-01 
Spacer (Lid prop) 
304 Stainless, Vi" Dia. 


.A/R 
Welding Rod 
ER308L TIG Rod 
/H-02.^ 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 
- 
// f 


. A/R 
Welding Rod 
ER70S-2 TIG Rod 
/ÙO-7'^ 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 
Hû/r / 
(0 


5" 


I lus CBAit gwwKs tfwyAioi M 
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DCSÇaWTKlN OF CHANGE 
WITIAL ISSUE 
CHANCro AHACH HOOP FHOM 76423-01 TO 76423-07 
CMANCEO HANDl£ BRACKET, REMOVED ALTESNATE BASKET 
TITL£ BLOCK UPOATED; mONC MO IWATED; REFEHOtCE PMS AOOOy. 
SPACER (07) MOSTO; CAP (10) AOOai 


CTAW 


A(§)-<D 


E\CRY INTERSECTION ON SPIFCS 


FRST 5 INTERSECTIONS DOTM SOTH SOES 
ivatY SECOND INTtRSECTXm iVlER 
TTPICAL, UDDLE HOÛPS 
E\CRr INTERSECnCN ON ENO HOOPS 


ETAIL B 


ona 1/2 (as) into outsce of tuk 
mSERT SPACER (ITEM 09) AND VCLO W PLACE 
Dmi f9 (ai96) TNRCRJGH 
BOTH ENDS 


18.00 REF 


18.75 


18.25 REF 
18.00 REF 
7.25 REF 


05)2 PLACES 
37.50 


56.250 - CENTRE TO CENTRE ON LUCS 


01 
BASKET BODY ASSEMBLY 


GTAW 


"F" 
EVERY WTERSEC7I0N 


ON ENO HOOPS 


DETAIL A 


SCAIE 1; 


NOTES: 


1. R»IOVE Aa BURRS AND BREAK SHARP EDGES 
2. PRIOR TO VCLDINC, DRILL #30 (ai29) \CNT MOLES IN ASSCMBLY FOR VENT1NG OF WELO 6ASE& 


WHEN ASSEMBLY IS COMPLETE, FiU AU. EXPOSED NCNT HOLES MTH ROSETTE HELD. 
1 «EL0IN6 OF 4130 STEEL TO SE CCMPLETEO BY GTAW UETHOO TO AMS 26&SC 


4130 AND 101S STEEL: HCIDING ROD SHALL CONFORM TO ER70S-2 OR EOUVALCNT. 


STAINLESS AND 4130 STEEU 
WELOINC ROO SHALL CONFORM TO ER308L OR EQUIVALENT. 
^XP'STAa ITEM B (BASKET HANDLE PROUSIONS ASSEMBLY) IN ACCORDANCE WTH AERO DESIGN LTD. 


DRAMNG 84262 BEFORE WELOING HOOPS TO RIM. 


S. FINISH; THOROUGHLY CLEAN ANC POWCCR COAT BASKET ASSEMBLY. 


2 
— 
10 
CAP 
MILD STEG. 
AISI 1010/1020 
a050 SHEET 
A^ 
J/4 - 16F 
OB 
UESH 
MILO STEEL 
C0UMD1OAL 


1 
84262-01 
08 
BASKET HANDLE PROUSIClNS A.SSEMBLY 
48215-01 
07 
SPACER 
76421-01 
06 
HOOP 
76425-07 
05 
ATTACHMENT HOOP 


— 
04 
SQUARE TUBE 
4130 STEEL GOND. N 
MIL-T-6736 
1/2 X a035 SOR TUBE 
a/h 
— 
03 
SQUARE TUBE 
4130 STEEL CONO. N 
MIL-T-6736 
3/4 X a035 SOR TUBE 
02 
s 
76411-01 
01 
BASKET BODY ASSCMBLY 


01 
PART NO. 
iTEN 
DESCRtPTKM 
MATERAL/NOTE 
MATCRIAL SPCC 
STOCK StZE 


OTY 
UST OF MATERIALS 


R. RATHWELL 


E. BURCOIN 


UNLESS OIHERWISC SPCQFICD 


DIMENSIONS ARE IN INCHES. 


TOLERANCES ON; 
DCQMALS 
ANGLES 
XXXX ±0.010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


EUROCOPTER AS350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
BASKET BODY ASSEMBLY (LONG) 


SHEET 
1 
OF 
1 
Al 
78411 


CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions appiy to ai! cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3 - 
Standard Low Mounted Basket 
94511, Revision 0- Extra-Wide Low Mounted Basket 
94611, Revision 0- Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 
Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
78411, Revision 2 - Long Basket ^ 
94011, Revision 0- Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0 - Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0- Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
i 
_ 
Complété 
' 
"Z- 
p 
(initial or SCA #) 
Work Order: Z. <? 
~ ^ 
^ 


Date Open: 
P-e L ~ 2, <7 / "7 
AÔ 
'fJM ^^^04 7^ 
1. Rim Assembly - Basket Body 
Ofi 
^ OO 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 


d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 


e. 94611 (206L/407 XL ski) only - 
drill for 4 threaded biJ^ings befaise assenaWng rim. 
rsKM 
^^-04 
2. Weld Rim Assembly. 
—^ 
OS— 


a. Record welding rod PO on attached material list. I 
b. 94611 (206L/407 XL ski) only - weld 4 threaded bi^ngs into i^^ard rir^fikbe. 
7^ '3^ 
3. Inspection 
— 
yP 
a. Rim for complété welds 
^ 
73^4 
4. Frame assembly-body 
—^5— 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut >2" X 0.035 material to fit spine jig. 


f. Cut Yi" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Vi" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE^^rim, excjipijR44 
73^ 
5. TIG weld frame to rim assembly. 


a. Ensure lug locating jig and hoop locating jigs are ih place. Jigs must rem^n in place for as long 


as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 


are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use Jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 
AO 
Mesh assembly. 
^3-04 
a. Pull sheet of expanded mesh from stock. Record m/terial PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 


d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 


2. Bend upper edge of sheet Just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug Jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do net eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 


4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require Vi to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 
/m» 
n 
mm 
^ 
8. Weld mesh to frame assembly per drawing. 


(initial or SCA #) 


a. Ensure lug locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 


a. TIG weld lid prop bushing(s), one or two per drawing.. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached m^SQial list. 
73-04 
73% 
10. Clean up 
Qj 
Ml 
0^— 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 
^ ^ 
^.4 
11. Final Inspection 
73-0^ 
To be completed by a différent person than the pr^ous steps. 
a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 


e. Tag complété basket body assembly in préparation for powder coating. 


12. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
K) 
AO 
73-04 
^3-04 
02 
^ _ 


AO 
73-04 


Complété 


(initial or SCA #) 


-os- 
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Work Order:"^ Q]"? ~ "Z.^ 


Date ODened:P^L> ' 
^Oty 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


78411-01 
Basket Assembly 


Step 1 
R\rr\ Assembly 


.2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel, Y/ x 0.035 Sqr. Tube 


. 2 
—- 
3/4"Tube-Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 
/ s: 0 
7;Z 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


.4 
76421-01 
Hoop - standard 
4130 Steel, 72" x 0.035 Sqr. Tube 
lOl -?- 0~i 


. 2 
76423-01 
Attachment hoop (aft) 
~ H- 


. 5 
— 
1/2" Tube - spine 
4130 Steel, Vi" x 0.035 Sqr. Tube 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, Vz" x 0.035 Sqr. Tube 
/VA 
70406-04 
1/2" Tube 
4130 Steel, Va" x 0.035 Sqr. Tube 
/ V 
t 
\ 


Step 5 
Weld Frame Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 48" x 92.25") 
3/4-16F Expanded Mild Steel sheet 


. 2 
— 
Mesh (End-22" X 17") 
3/4-16F Expanded Mild Steel sheet 


Step 8 
Weld Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 
/'y05'? 


Work Order: 
l~7 -'Z^^ 


Date Opened:f-ê[=-'2^C?r-7 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 9 
Weld Basket Components 


Step 9.a. 
. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Vi" Dia. 
ZorS- 


. AIR 
— 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
. 2 
Cap 
1018 Mild Steel, 0.032" Sheet 


.AIR 
~ 
Welding Rod 
ER70S-2 TIG Rod 
f^OOS' 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 
lioiT /noir 
b) N 
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REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
BJC 
03/11/2009 


1 
CHANGE LOCATION OF BUSHINGS 
BX 
29/09/2011 
2 
UPDATED TITLE BLOCK. MOVE UD PROVISIONS TO 84263 
BJC 
14/02/2014 


CARGO BASKET RIM 
(REF) - 


FIRST HOOP FROM END 


0.406 


0.25:+0.00 
-0.03 
TYP 


2.750 


FIRST HOOP FROM END 
^ 
1/ 
GT 


2 PLACES PER HOOP 


AW 


BOTH SIDES 
GRIND aUSH AFTER WLDING 
2 PLACES PER HOOP 


DRILL 05<6 (0.313) THRU 
2 PLACES 


(ol) BASKET HANDLE PROVISIONS ASSEMBLY 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


JEFF (XARKE 


E. BURGOIN 


03 NOV 2009 


UNLESS OTHERMSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OEaMALS 
ANGLES 
XXXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AFEO DESIGN LTD. 


0866A IIAUSPINA ROAD 
POWEIi. RIVER. BC. CANADA. VBA 0G3 
m: 
e(M.488J8Te 
^ 


HELICOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SHEET 1 OF 1 
A3 
84262 
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REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 84262 REV. 1 
BJC 
14/02/2014 


GTAW 


FUSE, BOTH ENDS 


USE JIG TO ENSURE BRACKETS ARE ALIGNED 
@ 
HANDLE BRACKET ASSEMBLY 


BASKET UD 


0.25 
02 
GTAW 


RRST BRAŒ TUBE FROM END 
FIRST BRACE TUBE FROM END 


UD HANDLE PROVISIONS ASSEMBLY 


NOTES: 


1. REMOVE AU BURRS AND SHARP EDGES. 


WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROO CONFORMING TO ER3D8L OR EQUIVALENT. 


2. 


02 


QTY 


01 


QTY 


36275-02 
36273-01 
84263-02 
84263-01 


PART NO. 


04 
03 
02 


01 


ITEM 


SUPPORT 
UD BRACKET 
HANDLE BRACKET ASSEMBLY 


LID HANDLE PROVISIONS ASSY 


DESCRIPTION 


LIST OF MATERIALS 


APPROVALS 


JEFF OARKE 


' JASON REKVE 


DATE 


14 FEB 2014 


UNLESS OTHERWISE SPEQFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OECIMALS 
ANGLES 
X.X)0( ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 
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HEUCOPTER CARGO BASKET 
UD HANDLE PROVISIONS ASSEMBLY 
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